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(57)Abstract: 

PROBLEM TO BE SOLVED: To improve a coating roller 
constituted conventionally of a coating roller part and a roller grip 
part. 

SOLUTION: The method for manufacturing a coating roller main 
body for applying a coating material on the whole surface of the 
coating roller while rotating the roller includes a process of forming 
a plastic tube by winding a thermoplastic resin sheet such as i. ^^-r — ^ ' tt 

polypropylene(PP) on a shaft (mandrel) of the coating roller,, a \ jS^ \ f 

process of forming a melt PP by extruding the melt PP film 
like on the upper surface of the thermoplastic resin sheet with 
extruder after the process, a process of winding and attaching a 
brush cloth by winding the brush cloth such as pure wool, a 
synthetic fiber or the like on the plastic tube formed in the process 
and a process of cutting the plastic tube after the process by a 
prescribed length corresponding to the coating roller main body. 
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[Claim{s) ] 

[Claim 1] The paint roller characterized by forming plastic 
tubing which comes to loop around the mandril of said paint 
roller section a thermoplastics sheet in the paint roller of 
the manual operation type which can be detached and attached, 
and which is constituted from the paint roller section and a 
roller bundle hand part, and extruding Melt PP in the shape of 
a film to the thermoplastics sheet surface of this plastic 
tubing, and winding a brush cloth, and coming to cut said plastic 
tubing to predetermined die length further. 

[Claim 2] The paint roller according to claim 1 characterized 
by consisting of a rotation attachment component which 
contained for said fastener to the fastener which inserts the 
body of a paint roller of the preceding clause in a roller handle 
free [ attachment and detachment ] , and the stowage which formed 
the half -object in the same configuration with the receipt half 
section by carrying out fitting fixing mutually, enabling free 
rotation, and was made to insert in said body of a paint roller. 
[Claim 3] In the manufacture approach of the body of a paint 
roller painted while a coating is contained all over a paint 
roller and this roller is rotated The formation process of 
plastic tubing which comes to loop around the mandril (mandrel) 
of said paint roller thermoplastics sheets, such as 
polypropylene (PP) , in the shape of a spiral (the shape of a 
spiral) , The formation process of the melt PP which extrudes 
Melt PP in the shape of a film through an extrusion briquetting 
machine on the thermoplastics sheet top face after this process , 
The manufacture approach of the paint roller characterized by 
consisting of cutting processes of roller tubing of cutting 
plastic tubing after the winding process of the brush cloth 
which twists brush cloths, such as pure wool and a synthetic 
fiber, around plastic tubing formed at this process, and this 
process to the predetermined die length equivalent to the body 
of a paint roller. 

[Claim 4] The manufacture approach of the paint roller according 
to claim 3 which comes to provide the process which inserts into 
end opening of plastic tubing the brush cloth which it left the 
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brush cloth to the end of plastic tubing of predetermined die 
length, and predetermined carried out die-length removal of the 
body of a paint roller manufactured by the manufacture approach 
of the preceding clause at shaft orientations, and remained 
further, and is fixed. 

[Claim 5] A continuum is made, the brush cloth of the shape of 
a tape which formed in predetermined width of face the body of 
a paint roller manufactured by the manufacture approach 
according to claim 3 -- spral winding --a roller Cut a 
continuum to necessary die length, consider as the body of a 
paint roller, and carry out sequential molding of the 
half -object of a rotation attachment component inserted in the 
body of a paint roller with the mold of the same configuration 
on the other hand, and the fastener inserted for a roller handle 
in the receipt half section of the half-object of 1, enabling 
free attachment and detachment is contained, enabling free 
rotation, this roller -- The manufacture approach of the paint 
roller according to claim 1 which carries out fitting fixing 
of other half -objects at the half -object of further 1, and 
carries out sequential formation of the rotation attachment 
component, and inserts a rotation attachment component in said 
body of a paint roller. 

[Detailed Description of the Invention] 
[0001] 

[Field of the Invention] Although this invention relates to the 
paint roller of the manual operation type which can be detached 
and attached and which is constituted from the paint roller 
section and a bundle hand part, it relates to the paint roller 
used for painting including a coating all over a paint roller 
in detail, and rotating this roller, and its manufacture 
approach. 

[0002] 

[Description of the Prior Art] The conventional paint roller 
has the paint roller obtained by the manufacture approach and 
manufacture of the paint roller currently exhibited by 
JP/ 2-172563 , A. The tubing formation process which forms tubing 
of predetermined die length with which this paint roller is 
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equivalent to two or more bodies of a roller at least. Like the 
brush cloth beam groundbreaking which winds the brush cloth made 
from pure wool, a synthetic fiber, etc. by said tubing formed 
with this tubing formation process The tubing cutting process 
of cutting said tubing wound in this brush cloth to the 
predetermined die length equivalent to said body of a roller. 
Leave said brush cloth for the end of said tubing of 
predetermined die length, and predetermined die length is 
removed to shaft orientations. It is the paint roller obtained 
by the manufacture approach of the paint roller characterized 
by providing the process which inserts said brush cloth which 
remained into end opening of said tubing, and is fixed to said 
tubing, and changing. Said tubing in the tubing formation 
process formed in endless, and said tubing formed in this 
endless one Moreover, pure wool. It leaves a brush cloth for 
the end of said tubing of the tubing cutting process like the 
brush cloth beam groundbreaking which winds around endless the 
brush cloth made from the synthetic fiber etc. of cutting said 
tubing wound in said brush cloth to predetermined die length, 
and predetermined die length. It is the paint roller obtained 
by the manufacture approach of the paint roller characterized 
by coming to provide the process which inserts into end opening 
of said tubing said brush cloth which carried out predetermined 
die -length removal and remained to shaft orientations, and is 
fixed to said tubing. 

[0003] Two or more sheets of stencil paper 11 which infiltrated 
resin on the shaft (not shown) specifically first rotated as 
shown in drawing 3 is twisted in the shape of a spiral one by 
one, and a paper tube 12 is formed continuously. Under the 
present circumstances, it is for making predetermined 
reinforcement and a water resisting property give a paper tube 
12 to have infiltrated resin into stencil paper 11, and a paper 
tube 12 usually makes stencil paper 11 a three - six sheet pile, 
and makes it a four-sheet pile in this example. Thus, the formed 
paper tube 12 passes through the inside of the tunnel type dryer 
13, the resin with which it sank into stencil paper 11 in the 
process dries it, it becomes the firm paper tube 12, and a water 



3 



JP,2002-001200 



resisting property etc. is given again. Then, the brush cloth 
14 made from pure wool, synthetic resin, etc. is twisted around 
a paper tube 12 in the shape of a spiral, and it is pasted. To 
the die length which needs 12 which pasted up this brush cloth 
14, if sequential cutting is carried out by the cutter 15, the 
body 16 of a roller can be fabricated. Thus, the paint roller 
8 of a configuration as shown in drawing 2 is obtained by forming. 
[0004] 

[Problem (s) to be Solved by the Invention] It has the teclmical 
problem which this invention tends to solve at the place which 
uses that whose material used for the paint roller obtained by 
this conventional process is the "paper tube core roller" which 
is the pipe (paper tube) of quality of paper as the "plastics 
core roller" which is synthetic-resin material. 

[0005] 

[Means for Solving the Problem] In the paint roller for manual 
operation types which can be detached and attached and which 
develops this invention in order to solve the technical problem 
lilce the above, and is constituted from the paint roller section 
and a roller bundle hand part Plastic tubing which comes to loop 
around the mandril of said paint roller section a thermoplastics 
sheet is formed. Extrude Melt PP in the shape of a film to the 
thermoplastics sheet surface of this plastic tubing, and a brush 
cloth is wound. Furthermore, the fastener which is in offer of 
the paint roller characterized by coming to cut said plastic 
tiibing to predetermined die length, and inserts the 
aforementioned body of a paint roller in a roller handle free 
[ attachment and detachment ] , It is in offer of the paint roller 
characterized by consisting of a rotation attachment component 
which contained for said fastener to the stowage which formed 
the half -object in the same configuration with the receipt half 
section by carrying out fitting fixing mutually, enabling free 
rotation, and was made to insert in said body of a paint roller. 
[0006] Moreover, this invention is set to the manufacture 
approach of the body of a paint roller painted while a coating 
is contained all over a paint roller and this roller is rotated. 
The formation process of plastic tubing which comes to loop 
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around the mandril (mandrel) of said paint roller 
thermoplastics sheets, such as polypropylene (PP) , in the shape 
of a spiral (the shape of a spiral) , The formation process of 
the melt PP which extrudes Melt PP in the shape of a film through 
an extrusion briquetting machine on the thermoplastics sheet 
top face after this process, The winding process of the brush 
cloth which twists brush cloths, such as pure wool and a 
synthetic fiber, around plastic tubing formed at this process, 
It is in offer of the manufacture approach of the paint roller 
characterized by consisting of cutting processes of roller 
tubing of cutting plastic tubing after this process to the 
predetermined die length equivalent to the body of a paint 
roller. Moreover, leave a brush cloth to the end of said plastic 
tubing of predetermined die length, and predetermined 
die -length removal of the body of a paint roller manufactured 
by the aforementioned manufacture approach is carried out at 
shaft orientations. Furthermore, it is in offer of the 
manufacture approach of the paint roller according to claim 3 
which comes to provide the process which inserts the brush cloth 
which remained into end opening of plastic tubing, and is fixed. 
A continuum is made, moreover, the brush cloth of the shape of 
a tape which formed in predetermined width of face the body of 
a paint roller manufactured by said manufacture approach 
spral winding --a roller Cut a continuum to necessary 
die length, consider as the body of a paint roller, and carry 
out sequential molding of the half -object of a rotation 
attachment component inserted in the body of a paint roller with 
the mold of the same configuration on the other hand, and the 
fastener inserted for a roller handle in the receipt half 
section of the half -object of 1, enabling free attachment and 
detachment is contained, enabling free rotation, this roller 
- - It is in offer of the manufacture approach of the paint roller 
which carries out fitting fixing of other half -objects at the 
half -object of further 1, and carries out sequential formation 
of the rotation attachment component, and inserts a rotation 
attachment component in said body of a paint roller, 
[0007] 
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[Embodiment of the Invention] In the paint roller of the manual 
operation type which can be detached and attached which 
constitutes the operation gestalt of this invention from the 
paint roller section and a roller bundle hand part Plastic 
tubing which comes to loop aroiind the mandril of said paint 
roller section a thermoplastics sheet is formed. Extrude Melt 
PP in the shape of a film to the thermoplastics sheet surface 
of this plastic tubing, and a brush cloth is wound. Furthermore, 
the fastener which is the paint roller characterized by coming 
to cut said plastic tubing to predetermined die length, and 
inserts said body of a paint roller in a roller handle free 
[ attachment and detachment ] , Said fastener is contained to 
the stowage which formed the half -object in the same 
configuration with the receipt half section by carrying out 
fitting fixing mutually, enabling free rotation. And since it 
is the paint roller characterized by consisting of a rotation 
attachment component made to insert in said body of a paint 
roller, rather than the paint roller obtained by the 
conventional process, a production process is simple and, 
moreover, can reduce a manufacturing cost. 

[0008] Moreover, it sets to the manufacture approach of the 
paint -roller body painted while the operation gestalt of this 
invention contains a coating all over a paint roller and this 
roller is rotated. The formation process of plastic tubing which 
comes to loop around the mandril (mandrel) of said paint roller 
thermoplastics sheets, such as polypropylene (PP) , in the shape 
of a spiral (the shape of a spiral) , The formation process of 
the melt PP which extrudes Melt PP in the shape of a film through 
an extrusion briquetting machine on the thermoplastics sheet 
top face after this process, The winding process of the brush 
cloth which twists brush cloths, such as pure wool and a 
synthetic fiber, around plastic tubing formed at this process. 
It is the manufacture approach of the paint roller characterized 
by consisting of cutting processes of roller tubing of cutting 
plastic tubing after this process to the predetermined die 
length equivalent to the body of a paint roller. Moreover, leave 
a brush cloth to the end of said plastic tubing of predetermined 



6 



JP,2002-001200 



die length, and predetermined carries out die -length removal 
of the body of a paint roller manufactured by said manufacture 
approach at shaft orientations. Furthermore, it is the 
manufacture approach of the paint roller according to claim 3 
which comes to provide the process which inserts the brush cloth 
which remained into end opening of plastic tubing, and is fixed. 
A continuum is made, furthermore, the brush cloth of the shape 
of a tape which formed in predetermined width of face the body 
of a paint roller manufactured by said manufacture approach 
spral winding --a roller Cut a continuum to necessary 
die length, consider as the body of a paint roller, and 
sequential molding of the half -object of a rotation attachment 
component inserted in the body of a paint roller with the mold 
of the same configuration on the other hand is carried out . this 
roller And the fastener inserted for a roller handle in the 
receipt half section of the half -object of 1, enabling free 
attachment and detachment is contained, enabling free rotation. 
Since it is the manufacture approach of the paint roller which 
carries out fitting fixing of other half -objects , and carries 
out sequential formation of the rotation attachment component, 
and inserts a rotation attachment component in said body of a 
paint roller and the sheet of thermoplastics nature is used for 
the half -object of further 1 instead of the conventional stencil 
paper Moreover, molding processing of the roller for paint can 
be carried out so much for a short time at a process shorter 
than the conventional process. 
[0009] 

[Example] Hereafter, the example of this invention is explained 
according to a drawing etc . Drawing 1 shows the manufacture 
approach of the paint roller of this invention, and drawing 2 
is a body of a paint roller acquired by the process . First , unlilce 
the conventional paper tube core roller process, the body 4 of 
a paint roller acquired by the process of this invention has 
the description at the place which is a "plastics core roller 
process. " Namely, the process which lays on top of a spiral and 
maJces a paper tube while applying adhesives to 4-5 sheets of 
Icraft paper into which phenol resin was infiltrated, in order 
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that the conventional paper tube core roller process may raise 
the thickness and reinforcement of ** paper tube, ** The process 
which applies adhesives to this paper tube and is twisted around 
that top face in the shape of a brush cloth (pile) spiral. It 
to a drying furnace for the process cut into a fixed dimension 
(2 meters) , hardening of ** paper tube, and adhesives 
desiccation ** 160 degrees C / process put in for 2 hours. The 
process which cuts a roller into each size (3**5**6**7**9**12 
inches/book) , To manufacturing the body of a paint roller 
according to the process finished with a card clothing brush, 
as the process of the plastics core roller of this invention 
is shown in drawing 1 and drawing 2 ** The process which twists 
one polypropylene (PP) sheet around a mandrel (mandril) at a 
spiral, ** The process which applies melt PP extruded in the 
shape of a film on the sheet wound around the spiral (what 
diverted the extrusion briquetting machine which uses Melt PP 
by resin film manufacture) , ** Manufacture the body of a paint 
roller according to the process which twists a brush cloth 
(pile) around a spiral, the process which cuts ** roller into 
each size (3**5**6**7**9**12 inches/book) , and the process 
finished with ** card clothing brush. Therefore, since it 
extrudes Melt PP in the shape of a sheet in being that the number 
of sheets of the sheet used in both processes is different, and 
a plastics core and control of an extrusion-molding machine can 
adjust the thickness of a core, places producible [ with PP sheet 
of one sheet ] greatly differ. Although it is made PP sheet of 
one sheet in this example, a core firmer [ it is also possible 
to make it two or more sheets, and ] as a core becomes thick 
is obtained. 

[0010] one [ in addition, ] in drawing -- PP sheet and 2 for 
the body of a paint roller, and 5, as for the sheet-like melt 
PP and 7, an extruding press machine and 6 are [ a mandril and 
3 / a brush cloth and 4 / a cutter and 8 ] the paint-roller 
sections. Next, the condition of having attached in the bundle 
hand part the paint-roller section from which drawing 7 was 
obtained by the process of this invention from drawing 4 , and 
its attachment -and-detachment condition are shown. As first 
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shown in drawing 4 and drawing 5 , the roller type paint implement 
A inserts the roller grasping section 10 in the paint-roller 
section 8, and becomes it, and this paint-roller section 8 
contains a fastener 9 to the stowage which constituted mutually 
the half -object of the same configuration which has the receipt 
half section contained for the fastener 9 which inserts the 
roller grasping section 10 free [ attachment and detachment ] , 
and this fastener 9, enabling free rotation from carrying out 
fitting fixing. Moreover, drawing 6 inserts in the roller 
grasping section 10 which has the rotation attachment component 
9 of a squirrel cage type, and forms the roller type paint 
implement A, and this rotation attachment component 9 inserts 
in about 4-6, and comes to fix the cartridge material B which 
has a tip side and end face side bearing **** , -and is constituted 
from the round bar or a plate among these. In addition, since 
drawing 7 is deformation of the structure shown in drawing 5 
and drawing 6 , explanation is omitted. 

[0011] As mentioned above, adhesives are applied in the shape 
of [ which was made while twisting the stencil paper into which 
the resin of the conventional process was infiltrated in the 
shape of a spiral and making the paper tube endlessly ] a paper 
tube. Twist the brush cloth made of synthetic resin (pile) after 
that, and say that it cuts into predetermined die length. Carry 
out fabrication by the so-called all-in-one method, and it 
receives putting into a drying furnace and manufacturing the 
body of a paint roll, in order to strengthen the paper tube of 
the paint roller which cut further and was done. Although this 
invention process of manufacture with the above-mentioned 
spiral method is the same, it has the big difference at the point 
which uses the thermoplastics which was made to carry out melt 
instead of the stencil paper into which resin was infiltrated 
to the point using the sheet of thermoplastics nature instead 
of adhesives, and was made into the shape of a film. 
[0012] 

[Effect of the Invention] In the paint roller of the manual 
operation type which can be detached and attached which 
constitutes this invention from the paint roller section and 
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a roller bundle hand part Plastic tubing which comes to loop 
around the mandril of said paint roller section a thermoplastics 
sheet is formed. Extrude Melt PP in the shape of a film to the 
thermoplastics sheet surface of this plastic tubing, and a brush 
cloth is wound. Furthermore, the fastener which is the paint 
roller characterized by coming to cut said plastic tubing to 
predetermined die length, and inserts said body of a paint 
roller in a roller handle free [ attachment and detachment ] , 
the rotation attachment component which contained for said 
fastener to the stowage which formed the half -object in the same 
configuration with the receipt half section by carrying out 
fitting fixing mutually, enabling free rotation, and was made 
to insert in said body of a paint roller since -- it is the 
paint roller characterized by becoming. 

[0013] Moreover, this invention is set to the manufacture 
approach of the body of a paint roller painted while a coating 
is contained all over a paint roller and this roller is rotated. 
The formation process of plastic tubing which comes to loop 
around the mandril (mandrel) of said paint roller 
thermoplastics sheets, such as polypropylene (PP) , in the shape 
of a spiral (the shape of a spiral) , The formation process of 
the melt PP which extrudes Melt PP in the shape of a film through 
an extrusion briquetting machine on the thermoplastics sheet 
top face after this process. The winding process of the brush 
cloth which twists brush cloths, such as pure wool and a 
synthetic fiber, around plastic tubing formed at this process. 
It is the manufacture approach of the paint roller characterized 
by consisting of cutting processes of roller tubing of cutting 
plastic tubing after this process to the predetermined die 
length equivalent to the body of a paint roller. Moreover, leave 
a brush cloth to the end of said plastic tubing of predetermined 
die length, and predetermined carries out die- length removal 
of the body of a paint roller manufactured by the aforementioned 
manufacture approach at shaft orientations. Furthermore, it is 
the manufacture approach of the paint roller which comes to 
provide the process which inserts the brush cloth which remained 
into end opening of plastic tubing, and is fixed. A continuum 
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is made, moreover, the brush cloth of the shape of a tape which 
formed in predetermined width of face the body of a paint roller 
manufactured by said manufacture approach spral winding 
a roller Cut a continuum to necessary die length, consider 
as the body of a paint roller, and carry out sequential molding 
of the half-object of a rotation attachment component inserted 
in the body of a paint roller with the mold of the same 
configuration on the other hand, and the fastener inserted for 
a roller handle in the receipt half section of the half -object 
of 1, enabling free attachment and detachment is contained, 
enabling free rotation, this roller Since it is the 

manufacture approach of the paint roller which carries out 
fitting fixing of other half-objects at the half-object of 
further 1, and carries out sequential formation of the rotation 
attachment component, and inserts a rotation attachment 
component in said body of a paint roller, it has the 
effectiveness of following many. Since it is not necessary to 
strengthen a paper tube with a drying furnace and becomes 
compaction of a process, a manufacturing cost can make it 
decrease by using the sheet of thermoplastics nature instead 
of the stencil paper into which A and resin were infiltrated. 
Since I and the thermoplastics (polypropylene polyethylene) 
which melted in high temperature can work at the process of the 
last finish brush after getting cold rapidly, and it becoming 
hard and cutting a roller into predetermined die length shortly 
after it is exposed to ordinary temperature, the time cost of 
manufacture can make it reduce sharply. It can be made a roller 
very high [ of solvent resistance ] by using the thermoplastics 
which carried out melt as adhesives although there were problems , 
like a pile separates that adhesives usually tend to be invaded 
by the organic solvent while the problem on an environment to 
generate formalin when it destroys by fire, since the resin into 
which U and stencil paper are infiltrated had common phenol 
resin (thermosetting resin) carries out raw. The thickness of 
a core can be adjusted free by replacing the coverage (film- like 
thickness) of E and melted thermoplastics with. 
[Brief Description of the Drawings] 
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[Drawing 1] The explanation schematic diagram having shown the 
process of a paint roller which consists of this invention. 

[Drawing 2] The body of a paint roller acquired by the process 
of drawing 1 is a sectional view a part. 

[Drawing 3] The conventional process over this invention 
process and its contrast Fig. of drawing 1 . 
[Drawing 4] The perspective view of the roller type paint 
implement which used this invention . 

[Drawing 5] The expanded sectional view of the paint -roller 
section shown in drawing 4 . 

[Drawing 6] Other example Figs, of the paint-roller section 
shown in drawing 4 . 

[Drawing 7] Other example Figs, of the paint-roller section 
shown in drawing 4 . 
[Description of Notations] 

I PP Sheet 2 Mandril 

3 Brush Cloth 4 Body of Paint Roller 

5 Extruding Press Machine 6 Sheet -like Melt PP 

7 Cutter 8 Paint-Roller Section 

9 Rotation Attaching Part 10 Roller Grasping Section 

II Stencil Paper 12 Paper Tube 
13 Drier 14 Brush Cloth 

15 Cutter 16 Body of Paint Roller 

A Roller type paint implement B Cartridge material 



[Drawing 1] 
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[Drawing 2] 




[Drawing 3] 




[Drawing 4] 




[Drawing 5] 
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[Drawing 6] 
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[Drawing 7] 
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*Suiee(c@^-r Xfi £ ^mii Lr;5:^c<t.&#8lt<t 
■r ^-^S^ffl p- v©tsiS:!5y±-c-f# ^^n-s^ftfflp -yx- 

[ 0 0 0 3 ] *i*fif]tc«, ii3tc^-rj:'5tc^-r'isitE-r 

M»5i 1 *^lM'X;^-'^v■5;w^Ci|^t^^^-^riffi^l 2?:ii 

©«iWe I 2 CCBfSw^aso'WTktt^f^-^ ^ ^, fees!) 

ifcmmi 2«a^M«tl 1 *3tjj-6t«*a 
«!:L.2|r^JfeMt?»4t5?S*a£rS, C©i ^tCj^fiSSn 
fcmm 1 2 tt. h > ;U ^7 :7'©|giS^ 1 3 ©41 ^ii ji 
^©3t?iriS*S 1 Hc^?ti/cffiflt*i|t:*iL'T® 

mmmi 2ttj:*j^tcm7iimmi>{4^$tii>, c©* 
i, $ft«i 2ccj$^-^^fiS«}Bi^?-cf'Ee.nfc7'5i/^i 
4^xy^V 7;H:^4c^t^^w^#-r.S, c©:/7i^?iJ 1 

T«i^>:^Br-rn«p-^*<*i 6?:EEfl5-r-S.Ci*i-r^ 
[0004] 

(tee) T-A^. r^ga7P-7j r*-2.^>©4^;iK^ 

[0 00 5] 

[»ii«:^^rsfc*©¥e] *#iBj«±ia©$p^isM 
^^i?Sii-r^fcft{crasL/c4>©t?*-5T. si^P-^gq 
i p - 5 jE^gp <!:*^p>«^^6«)8ie ©^ift^f'P3a:ffl 

©•^^fflP-7«:*5(,iT. B9fB^J^P--7g[5©'G»tt«:^, 



(3) 

3 

a _ p - 7 -'^ > F }\^'x.mm,nw<cmmr ssse 

[0 00 6 ] ^tc^mm. m.i^u~v<o±mt^mn^ 
L- -c ^ □ - ^ * HISS -a-ft^j ?>^ii-r 4 ^ p - 7 

m-r ^ p p (Dmf&Jim t. , tsx^-cfl^sR s n/c ^ 

WKX^ i *^ e. S n ^ C <!: 4 #m i -r * ^ffl P - 
W©-Bg«C zf^ *i-3$4:^rSl JClfSSS 

- 7 i'^ffi* 7 -b^i^fc^t^-C P- -^it^ttc^fp 

i L . — :&|5)— ff5t#;©S(c -c ^ P - 3js^tCjf ;g 

j(^*giJicp-5/^> F;u^«Hftemc#«-r5>@5£** 

Lxm^mnmA^m'Xmfis.LiP'omnEmm p - 
{ciis«J#§isW4r»Jt-r -s^ffl p- ^©tsiji:^^©^ 

[0 007 ] 40 

4it#mit--2>^^p-7r*<3. Sfciiie^l^p--^ 
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0. *iOfrifi^i^P-^2|E**:rttC»«SH+/c!liK^2iJ 

ft i A> 6 J^t C i i -r ^ i^JIffl P - 7 -C * *> 

e> - fi£*<Di!!^-ct# 6 *a ^ mmm p - ^ o: o ^>sa^xfi 
[0008] i^tc:^^m<ommmmt. m.mo-v<D± 
^*lfflp-72|s(*©8a3i:^j£K:*5o-c. iFie^^p-7 

(D'CM (.-?> K U^l') (CtI^ «; yp fU> ( P P ) SfcDSft 

HSBii^- h±S(cWmREMm:A-L-C^Jl'hPP^7 ^ 
;l/Ati;{Cffbaf^JUhPPCDJKfiS;l«i, ^g-CJfJ 

vm^ $ tifcmm. p - ^ 2^t*^Bff s©fi $ © BfjfE 7* 7 X 
J^gincciff I? iA^s«-r ^x?i i 5r Afii 0 r s 

3iB|g©^^P-^©iSJj§73?i-C*0. SfcMCCBSrgB 
M^:^^-caii^ 3 iT,/c^$? P - -7 *:<*?:B/TSiH«:fl^^ L. 
fcf— :?'t>e© •7' 7 ->7K ^ 7 -fe ^t^K^l, i-r P - 7 
^rfFO, glP-7ili8S<*^^S©S3tc^»rL.r^SP 
— 7*^^:0. -:?3|gI-?B1^©SK:T^ilP--7*:mc 
JfS-rSlHllg^MlFgPW©^*?:)!^^:!*^^. /&>0-©i|i 
^$©HX^(l9^^g|}«:a-7V^> KJU?:itiJia«E«:lf«-ri>@ 
S*=&lHlt&@fiEiciRijftL. ||«:-©4i<*{c{te©i^i**fK 
^@jt u-ci5ii£^§i5«?:»x?i^^u*^ofrieMS^p - 

-h?:{^fflLTt>5©-e. fif*©$sft J: •) *>^uxa-c 

bA>feSB#IBliCgtfiK«i$|fflP-7%fi£S»nxr^C <!: 
[00091 

[HissCTi WT. ss^{ceiteor*^iB©ii*tW{coi,^ 
-c B^T -2) . SI tt*i6Bj ©-^^ffl p - 7 com&ysm ^ 

p--72|s:^-C*2>. tr. 2|s:«Bj©i!{S{Cck Often* 
^^P-7*<*4«. fi£3fe©if£'»='rP-7i4f£i^0 

wuri^-s. -rnc*?-^. i«3fe©^«=iTP-7SSS«. 

-<'7;uca*a**D-tir$ft'g^:{'^5XS<t. 0c©^tc 
S#S'J^^?5Ut:-€-©±ffi(ct''-7'>flj ii/) 

■5JH*(C«#-7W-2>Xe<!: . (3»-5-n*— 3c-+l^ ( 2 ^ - 



5 

<Dfci^^mp(tc 1 6 0'cy2mfBiAtii>xmt. a-? 

-^S-t>--l'X (3-5-6-7-9-12 -Of-/*) 

^c, ®;t;i;7'Deu> (pp) i^- ^ i fe?r-7> hu^v 
PP^^i^j (^Ji'hPPlim:? JUAKg-C^?>*f U 
-^^■^^■X (3-5-6-7-9-1 2 

^ y i'=iT©±i-&(ctt^;U h P P;5:~>- ht»J«c}¥UtBt- 

-:>-cuS, *SIJfe0!|-c{iitfc<DPP^'- h {euros 
j^c -?> i'^a© a T Tint 6 n s . 

[0 0 10] ^c*3, gl't'lWPPV-h. 2«'l:^»> 3 

«~>- ht^^;i/ hpp. i\tti'jdc-. Q^tm^mn- 

tt. D-^fEJtSBl 0=l:«J!ftgiE6C#«-r«.HS*9 
t. C©llS:P:9?:(lIl!)SffiCi|X^f -StRS^^gR^^-r 

l|Xfflg|5{C|lI5e*9:|:iKiWf -S. *fc. S6 »*:fff$CD|iI 

felSftSUW 9 ?rW-r -5> a - ^JtBJ^gp 1 0 =SriK«)iAA-c a 
-vS:^^:aA^?f5)j3c;L> C<DlilK^J#gim9B5fe^(|iJ 

/j£-r B 4 - 6 3|s:?iS^{Ks5iA^-C■il« t "C Aj: 
[0011] «±©J:^4C. S£3|5KS©lSlli*$?S3-& 
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[0012] 

mom^iwmmi^- hstcy ju }- p p<ir7 ;uAt^tc 
§l5{c|triaiiS:R*iHisb iis (ciR^ft u , j5:>-oflTrfa^$iP - 

[0013] $fc:$:|6B^W, '^^a- ^O^ffitC^^Sr 
$ W L T P - 7 ^ [hI e $ -tt i^c ^ ^ 3S f -2) ^il D - 7 

*:(*©i3j^:)a?£(c*st,^r. B^(ie^^lP-7<D/t:^» (v> 
F k:j|< y f u> ( p p ) l?©l»pimttmi^ 

20 -h^mmvi t<cmmLxtj:i>y'^x9 

m-r^ji/ 1- p p©?fMxiii. isxg-cjfjK!S;§nfc>^7 

i^a - ^ 2is:ft^{cffl^-r i>mm<o3: 3 {c^w -r s p - 
cDWtwx^i i $nsci^!^a4i-r s^^s p 

0 ii^^^a^-r S X?i i U T S i^^ffl a - ^ ©M 

mjsmxih *} . s fcS5f5ti!it:&«-cS!{ji ^ ntcmmo - 

wc^i^-cp-^Mi^^^i'po. mo-^'^mm^^mm 
(om^icmmbxmm^-^y^i^to. —yfm-mtKoy 
muixmm: p - v:^wccnmri>mmmm^U(Dmwi 

40 o^wici&omn^^m^mmLxm^^mmiwxm 

m.mm^-v<Dm^yjmx'$>i>i!}^h. ^x©i:^"=r^-<© 

hi)mm!^iii>ctAix^i>, -f. sfc, is^ri^wfc 

50 **s^tg-C-*)S*>6. m©B#Ffle<]=ix h*s:AitiCcfM 
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(07] m4K.7nLfcm^mo~'7^c:>m<omMmm. 
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